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Description 

This Invention relates to Improved-methods of * 
and apparatus for produdng packaging and 
relates particularly but not exclusively to packag- 
ing suitable for the packaging of meats and other 
foodstuffe which can deteriorate In air. 

Hitherto, fresh meat has been packed in pack- 
ages which comprise an expanded POLYSTY- 
RENE foam tray or like plastics foam tray, and a 
covering of clear plastics material wrapping such 
as of P.V^C, or POLYETHYLENE. A problem with 
such prior art packages Is that a purchaser can not 
Inspect the undemeath of the meat because the 
tray is not transparent. 

it Is desirable but not essential to package fresh 
meat In packaging where at least two sides of the 
meat can be ^riewed by an Intending purchaser. 
When meat Is packaged, meat juices can be 
expelled from the meat and can detract from the 
appearance of the meat when viewed from the 
underside. Thus fftransparent packaging Is envis- 
aged care will have to be exerdsed In the design 
of the packaging to minimise the visual effect of 
any such juices which may t>e expelled from the 
meat. 

It Is known from FR— A— 2290153 to provide a 
method of packaging meat Induding evacuating 
the packaging container and refilling ^nth a gase- 
ous mbcture prior to sealing the container cover- 
ing. 

It is also known from FR— A— 2276223 to pro- 
vide a gas flushing member at one side only of 
the container diamber. This arrangement can 
cause problems In sealing. When air evacuation 
of the chamber Is required the lid or cover must 
be partly lifted to allow the gas to enter. 

According to one aspect of tiie present inven- 
tion, there is provided an improved packaging 
method for produdng an air evacuated and 
desired gas filled package, said method pompris- 
Ing: providing a cup sihaped depression In a wbb . 
of padcage material to provide a packaging base, 
providing a product in said depression, providing 
a cover for said base, providing a gas flushing 
member between the cover and the base and 
sealing said cover and said base together 
(PR«.T^^2276223), closing an air evacuation 
chamber over the components and the gas flush- 
ing member so that It makes a substantially air 
tight seal with said one face and said opposite 
face, evacuating air from said air evacuation 
chamber so that air within said depression will be 
evacuated, expelling dedred gas from said gas 
passageway means so that It discharges between 
said cover and said base and can enter said 
depression, and sealing the cover to said base 
around the edge surfaces of said depression to 
provide said air evacuated and desired gas filled 
packag , charact rised In that tiie gas flushing 
m mber is plate like and has an opening there- 
through; in that said cover is passed through said 
opening so that it extends from one face of the 
gas flushing member through said opening to the 
opp site face of the gas flushing member and 



over said depression, said gas flushing m mber 
having gas passageway means therein which 
terminate with said opening in the region where 
said cover passes through said opening from said 

5 one face. 

According to another aspect of the invention, 
there is provided an apparatus for produdng 
packaging comprising a gas flushing and sealing 
station means for receiving a base with a product 

70 therein, a cover therefor, said gas flushing and 
sealing station including a first chamber part and 
a second chamber part which together define an 
air evacuation chamber, said second chaml>er 
part being for receiving said bases with said 

IS product therein, said first chamber part and said 
second chamber part being, in use, closeable 
onto a gas flushing member (FR— A^2276223), 
characterised in that said gas flushing member is 
plate like and has one face and an opposite face 

20 with an opening therethrough, through which 
said cover can pass to extend over said base, said 
gas flushing member having gas passageway 
means therein which terminate with said opening 
In the region where, in use, said cover passes 

ay through said opening from said one face, and in 
that said first chamber part has sealing means 
therein for effecting sealing of said cover to said 
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In the drawings: 

RGURE 1 is a top perspective view of a truy of 
the packaging without showing rneat tiierein; 

RGURE 2 is a dose-up plan view of the tray of 
Rgurel; 

RGURE 3 is a side sectional view of the tray 
3S shown in Rgure 1 taken along line 3—3 of Rgure 
1 but showing the tray endosed within a plastics 
material outer covering; 

RGURE 4 Is a schematic block diagram of a 
typical packaging Installation at a meat pro- 
40 ceasing plant; 

RGURE 5 is a schematic side view of a typical 
padcaging machine Installation; 

RGURE 6 is a close-up side cross-sectional view 
of a gas flushing and sealing station In the 
45 installation of Figure 5; 

RGURE 7 is a plan view of the sealing station 
shown in Rgure 6; and 

FIGURE 8 is a plan view of a desired gas 
introducing means. 
so The packaging (see Rgure 3) comprises a two 
part outer covering 1, I.e. a lid 2 and a preform 
base 4. The outer covering 1 is of a transparent 
plastics material which will inhibit the escape of 
desired gas such as a product preserving and/or 
ss colour maintaining gas from the packaging. Suit- 
able gases will be described more fully later. The 
covering 1 Is preferably dear. The covering 1 Is 
typically of a thidcness of 75 microns and Is very 
flexible. Typical materials from which the cover- 
60 Ing 1 can be made are co-extrud d films of 
NYLON and POLYETHYLENE or polyester, 
P.V.D.C. and polyetiiylene. 

A v ry rigid tray 3 Is provided to support the 
meat The tray 3 is tiiermo-f ormed from a pref er- 
& ably transparent and preferably dear plastics 
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material such as POLYPROPYLENE Because 
POLYPROPYLENE is relatfvely In xpensive par- 
ticulariy In Australia, It can be made relatively 
thick as In the order of 0.5 mm thiclcness. The cost 
of the materials for the tray 3 are therefore 
insignificant. The tray 3 is made substantially 
rigid by having,a plurality of strengthening forma- 
tions in the fonm of corrugations 5 therein. The 
corrugations 5 are in the bottom of the tray as 
well as in the side walls of the tray and therefore 
the tray 3 is extremely rigid and not lilcely to be 
dented and/or creased by dropping the package 
which could then cause rupturing of the covering 
1 and the contamination of the meat by air which 
will then be admitted. 

By Inspecting Figure 2 It can be seen that the 
tray 3 has a bottom 7 and side walls 9. The upper 
portions of the side walls 9 In turn, connect with a 
peripheral Hp 11. The side walls 9 are slightly 
outwardly inclined whereby to assist nested 
stacking of blanks of the trays 3 prior to them 
being used to form packages. The bottom 7 of the 
tray 3 has a somewhat gable like contour. By 
inspecting Figure 1 it can be seen that the gable 
contour extends across the padcage from the left 
hand side to the right hand side whilst when 
viewing across the tray 3 in a mutually perpen- 
dicular direction, the tray has a central region 12. 
Accordingly it can be seen that the contour of the 
bottom 7 of the tray 3 is such that the central 
region 12 is substantially higher than that of the 
side edges of the bottom of the tray 3 where the 
bottom 7 terminates with the side walls 9. It can 
also be observed that the corrugations 5 on the 
bottom 7 will act to support meat generally above 
the lowermost portion of the corrugations 5 
therein fi-e. the troughs of the corrugations). This 
will support and space meat directiy above the 
bottom 7 and the meat will only contact the actual 
bottom 7 along the tops of tiie corrugations 5 (l^ 
tiie crests). Accordingly liquids which escape 
from the meat drain down the inclined surfaces of 
the contour of the gable shaped bottom 7 in the 
troughs of the corrugations to the bottom side 
edges of the tray 3. Accordingly^ a viewer of the 
meat will able to inspect the meat from under^ 
neath the tray through the tray 3 and such 
viewing will not be greatly impaired by any 
liquids as the liquids will then generally be 
around the periphery of the bottom of the tray 3. 

By inspecting Figure 1 1t can be seen that there 
are cut-outs 17 in the lip 11 of the tray 3. Apertures 
18 are provided In each bottom comer of the tray 
3. The purpose of the cut-outs 17 and apertures 18 
will be explained later in relation to the gas which 
is retained wittiln the packaging. 

In the particular embodiment herein the base 4 
of the covering 1 Is formed as a generally cup- 
shaped prefpnued depression In a web of cover- 
ing 1. Th cup^haped depression has sub- 
stantially the same dimensions as that of the tray 
3. Accordingly, it can be seen that the tray 3 can 
be seated by nesting within the base 4. The base 4 
has outwardly Inclined side walls 21 which termi- 
nate witii an upper horizontally ext nding lip 23. 



The lip 23 extends outwardly away from the lip 11 
of the tray 3 but It is situated d se to the 
outermost portion of the lip 1 1 . The bottom 25 of 
the base 4 extends generally horizontally and is 
g planar as distinct from having a gable like con- 
tour. 

In order to provide a package, fresh meat is 
placed in the tray 3, the tray 3 and the meat are 
tiien placed witiiln the base 4 and tiie base 4 
10 togetiier with the tray 3 and the meat therein are 
advanced to an assembly station where the lid 2 
comprising a film of covering material 1 is placed 
over the top of the base 4. The peripheral edges of 
the base 4 are ttien hermetically sealed as dia- 
16 grammatically shown by numeral 31 . The herme- 
tic sealing is a continuous seal around the lip 23. 
This sealing can be performed by way of an 
impulse sealing technique or by other seating 
techniques as will be explained later. Prior to 
20 completely sealing the lid 2 of the covering 1 to 
the base 4, the air within the tray 3 and the base 4 
is flushed by a suitable gas which will assist In the 
preserving and colour keeping of the meat The 
flushing process involves evacuation of the air 
2S and its replacement with the desired gas. A 
typical gas comprises 80% 0^ and 20% COj. f=or 
fresh vegetables it may comprise 5% Oj, 3% COa 
and 92% Nj. By observing Hgure 3 it can be seen 
that there are spaces 33 between the side walls of 
30 .the base 4 and the side walls 9 of the tray 3. 
Similar spaces are provided at the ends of tiie tray 
3. They have not been shown in the drawings. A 
further space 35 Is provided underneath the gable 
like bottom 7. It can be seen that the space 35 
35 undemeatii the tray 3 and the spaces 33 at the 
side walls of the tray 3 and the further spaces at 
tiie ends of the tray 3 may be used to contain 
some of the volume of tiie gas whidi Is required 
to assist in the keeping of the meat In this 
40 connection is is known tiiat there heeds to be 
approximately an equal volume of gas to tiie 
volume of the meat Accordingly witii this 
embodiment, the apertures 17 and 1 8 in the tray 3 
allow the gas from the spaces 33 and 35 to 
4S circulate and add witii tine gas within tiie tray 3 
and therefore represent a total volume of gas 
larger tiian that in the tray 3 alone, which essists 
in the keeping of tiie meat 
With the construction proposed herein me 
BO covering material is still a relatively expensh^e 
material but because this Is of a very thin nature 
its cost Is minimized. On the other hand the cost 
of the tray 3 Is substantially negligible owing to 
the relatively Inexpenshre cost of the POLY- 
^ PROPYLENE moterial. Because the tray 3 is sub- 
stantially rigid It inhibits rupturing of the covering 
1 and therefore a very desirable packaging for 
meat is provided. Further, the gas within the 
package is under a slight pressure relative to 
CO atmosph r and hence tiie cov ring 1 is bowed 
outwardly in a balloon fashion, th reby assisting 
in maintaining the covering 1 in substantially non 
rupturabie condition. 
Referring now to Figure 4 there is shown a 
Bs bl ck schematic diagram f a typical packaging 
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Installation at a meat pr cessing plant In the 
installation there Is provided a boning room 100 
and in that boning room there Is a main conveyor 
101, The main conveyor 101 extends from a 
pluralhY of boning stations 103. Each of the 
hoping stations 103 has secondary conveyors 105 
thereat In use, boners dissect meat at the boning 
stations 103 and place meat into the trays 3 v\^ich 
may be provided in suitable nested stadcs at the 
boning stations 103. The meat packaged In the 
trays 3 Is then placed onto the secondary con- 
veyors 105 where the packages are transferred 
onto the main conveyor 101 and subsequently 
discharged from the boning room 100 into a 
packaging room 107. In the packaging room 107 
there Is provided a packaging machine 109. 

Referring now to Rgure 5 there Is shown a 
schematic side view of a typical packaging 
machine 109 as shown in Rgure 4, The packaging 
machine 109 packs two trays 3 of meat simul- 
taneously i*e. in «de by side relation to each 
other. 

In the packaging machine installation shown in 
Figure 4, preformed pairs of bases 4 are produced 
side by side in a continuous web of material 111 
which Is wound on a roll 1 13. The preform bases 4 
are produced at a preform forming station 115. 
Here, there are dies 117 and 119 which are 
advanced towards the web 111 to thermo^drm 
the shape of the preform bases 4 therein. The dies 
1 17 or 1 19 may be heated or alternatively the web 
111 may be heated }ust prior to entering the dies 
117 and 119. The preform bases 4 are then 
advanced to a tray loading station 121 where 
trays 3 vwth meat therein are delivered from the 
conveyor 101 to the packaging machine 109. 

The preform bases 4, the trays 3 and the meat 
therein are then advanced to a gas flushing and 
sealing station 125. At the gas flushing and 
sealing station 125, covering material 1 in web 
form is unwound from a pair of side by side rolls 
(not shown) of covering material 1 and passed 
over rollers 129 so that the webs of covering 
material 1 lie over the tops of respective ones of a 
pair of aligned side by side, open preform bases 4 
with the trays 3 and meat therein. 

Gas flushing and sealing then occurs. 

The packages are then advanced to a guillotine 
station 133 where the packages are removed from 
the web 111 and discharged Into a storage area. A 
guillotine 135 is used to sever the packages 
across the web 1 1 1. A slitting knife, not shown, is 
used to slit the two side by side packages from the 
web 111. 

Referring now to Rgures 6 and 7 there is shown 
a detailed side cross-sectional view of the gas 
flushing and hermatic sealing station 125. The gas 
flushing and hermatic sealing station 125 includes 
an upper chamber 152 which Is In use held 
stationary and a lower chamber 154. Th lower 
section 154 is arranged for reciprocating move- 
ment on a ram 157. Thus, in use, the lower 
chamber 1 54 can be brought upwardly to mate on 
the undersurfaces of the upper chamber 152 
thereby providing a substantially dosed charnber 



at the gas flushing and hermatic sealing station 
125. The upper chamber 152 has a platen 159 
therein. The pliaten 159 is fastened to a further 
platen 161 with a web of thermally insulating 

5 material 163 sandwiched therebetween. The 
upper platen 161 Is fastened to a ram 165 which, 
in turn, is connected with an air bag 167 which 
can cause the platens 161 and 159 to move 
upwardly and downwardly within the upper 

10 chamber 152. 

In Rgure 6 the platens 161 and 159 are shown In 
the downwardly extended position. When they 
are in the upwardly retracted position, they 
assume a position near the upper inside surface 

fs 169 of the upper chamber 152. The platens 161 
and 159 extend across the width of two packages 
in the packaging machine. By inspecting Rgure 6 
It can be observed that the platen 159 has peri- 
pheral downwardly protruding sealing edges 171. 

20 . These downwardly protruding sealing edges 171 
extend around the perimeter of each of the bases 
4 of the outer coverings 1. The lower chambers 
1 54 are dhrided into two parts such that the bases 
4 and trays 3 which are nested in the bases 4 can 

25 locate in a respective one of the two parts of the 
lower chamber 154. This is deariy shown in 
Rgure 7. ^. 

The undersurface of the platen 159 Is relieved In 
the central area thereof and contains an insulation 

30 material 173. The insulation material 173 may be 
of asbestos or of other known thermally insulat- 
ing material. The purpwe of the insulating 
material 173 is to extend over a major part of the 
lower surface of the platen 159 so that the lid 2 

aff will not touch the undersurface of the platen 159 
except around the peripheral edges 171. It will be 
appreciated that the platen 159 is heated in order 
to effect hermatic sealing oftiie Jid 2 to the base 4* 
The heating may be by an Impulse heating means 

40 or as shown In the embodiment it may be by 
passing heated liquid through passageways 175 
therein. Typically the passageways 175 form a 
tortuous pass across the platen 159 so tiiat it is 
heated generally uniformly. The heated liquid is 

45 passed to and from the passageways 175 tiirough 
vertically rising steel pipes 177 which rise through 
the upper platen 161 and through the upper 
surface of the upper chamber 152. A gland means 
179 is provided on the pipes 177 and on the upper 

so chamber 152 and allows for reciprocated sliding 
movement of the pipe 177 as the platens 159 and 
161 are raised and lowered by the ram 165 and 
also permits an airtight seal witii tiie chamber 
152. Rexible pipes such as hoses 181 can be 
ss attached to the tops of the pipes 177 to enable the 
heated liquids to pass through the passageways 
175. 

The upper platen 161 is cooled rather than 
heated. The purpose of this will be explained In 

60 due course. Here cooling fluids are passed 
through passageways 183 which also form a 
tortuous path across the upp r platen 161. Steel 
pipes 185 connect with the passageway means 
183 and pass through glands 187 fastened to the 

6S upper, chamber 152 and allow for sliding move- 
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ment of th pipes 185 therethrough as the platens 
161 and 159 are raised and lowered. Hoses 189 
can be connected to the tops of the pipes 185 to 
allow the cooling fluids. to pass through the pipes 
1^ and into the passageways 183. 

The thermally Inflating material 163 is placed 
between the platens 159 and 161 to thermally 
isolate each platen from the other. . 

A gas flushing member 201 Is provided 
between the upper and lower chambers 1B2 and 
154. The gas flushing member 201 is attached to 
the upper chamber 152. The gas flushing member 
201 has two rectangular shaped openings 203 
therein which respecdvely align with the two 
parts of the lower chamber 154 in which the bases 
4, and preforms 3 are located. The gas flushing 
member 201 is typically of metal such as brass. , 

It can be seen that the covering material 1 
which is used to provide the lids 2 of the packages 
passes through the r^pecdve openings 203. 
Accordingly the webs 1 pass around the roller 129 
across the top of the gas flushing member 201 
and through the openings 203 and then across the 
undersurfece of the gas flushing member 201 at 
the other side of the gas flushing member 201 to 
which the roller 129 is positioned 

The gas flushing member 201 has central 
passageway means 207 therein which communi- 
cate with each of the openings 203. It can be seen 
that the passageways 207 terminate vwth the 
openings 203 midway between the thickness of 
the gas flushing member 201 vyfhere it passes 
underneath the upper chamber 152. A small 
space 209 is provided between the ges flushing 
member 201 and the lower edge surface of the 
upper chamber 152 where the covering material 1 
passes from the top of the gas flushing member 
201 through the openings 203. This is deariy 
shown in Rgure 6. 

The upper surface of the lower chamber 154 is 
provided with a neoprene sheet 211 which 
surrounds the two parts in the lower chamber 1 54 
in which the bases 4 and the trays 3 are received. 
The neoprene sheet 211 is ptpvided to effect 
substantial atmosphere sealing of the chambers 
152 and 154 when those diambers are brought 
together to define a closed gas flushing and 
hermetic sealing station 125. It Is noted, however, 
thatthere is not complete sealing because there Is 
a small space provided by the opening 209 where 
the covering material 1 passes into the gas flush- 
ing and hermatic sealing station 125. 

The platen 161 carries two spring loaded push- 
ing knife like members 213. The knives 213 extend 
across the width of a respective one of the two 
parts of the lower chamber 154 in which the bases 
4 and trays 3 are received. The knives 213 each 
comprise a bar like metal member vyrhich is 
attached to the upper platen 161. The attachment 
is by way of four screws 215 which pass into the 
side of the upp rpiat n 161 which Is adjac ntth 
outi t of the passages 207 in the gas flushing, 
member 201. The screws 215 ©adi have their 
heads located in respective elongate slots 217, 
such that the knives 213 can move upwardly and 



downwardly at the side edge of the platens 161 
and 159. A planar bearing material 221 is pro- 
vided between the knhms 213 and the side edge of 
the upper platen 161. The bearing materia! 221 
5 allows for relatively easy sliding movement of the 
knives 213 In the up and down direction. 

The knh/es 213 are connected at their upper 
edge surfaces with four push rods 225 which, in 
turn, are slidably received within respective tubu- . 
10 lar members 227. Each tubular member 227 is 
threaded on its external surfaces and is screw 
threaded in a suitable aperture in the upper 
surfece of the upper chamber 152. Thus> the 
tubular member 227 can be extended or retracted 
IB into the aperture. A compression spring 229 is 
fitted wltiiin the tubular member 227 and by 
appropriate screw adjustment of the screw 
member 227 desired pressure can .be applied 
from the spring 229 to the top of the push rods 
20 225 to, in tum, bias the knh^ 213 to the down- 
wardly extended position. A suitable respecth« 
lock nut 231 holds the tubular threaded member 
In the desired adjusted position. The push rods 
225 and tubular members 227 are positioned 
2S uniformly spaced apart along the length of the 
knives 213 so that tiie knives 213 are urged 
downwardly substantially unlfomnly along their 

length. . _. 

When the platens 161 and 159 are raised the 

30 push rods 225 compress the springs 229. When 
the platens 161 and 159 are extended down- 
wardly to the position shown in Rgure 6, the 
springs 229 maintain the knh^es 213 extended 
downVifardhr below the lower surfece of the 

55 downwardly extending sealing edges 171 of the 
platen 159 so that the lowermost edge of the 
knh^es 213 contacts the web 1 and pushes the web 
1 downwardly onto the upper surface of the 
neoprene sheet 21 1. This is provided to inhibit the 

40 web of material 1 from -contacting the heated 
lower platen 1 59 until the web 1 is brought down 
to engage the peripheral lip of the base 4. 

Beceuse the upper platen 161 is cooled, knh^es 
.213 are cooled — i.e. they are ata lower tempera- 

45 ture than that of the heated platen 159. Thus, the 
lowermost edge of the knives 213 do not effect 
any heat sealing of the upper web 1 to the 
peripheral lip of the base 4^ ^ « \k 

Air evacuation openings 233 are provided In the 

so upper and lower chambers 152 and 154. In use air 
is evacuated from these openings when the upper 
and lower chambers 152 and 154 are closed and 
prior to insertion of gas through the gas flushing 
member 201. . _^ ^ 

65 The sequence of operation of the gas tlusning 
and sealing station 125 Is as follows. When tiie 
bases 4, complete witii trays 3 and with meat 
therein are indexed into the gas flushing and 
sealing station 125 they locate directly above the 

eo two parts in the lower chamber 154. In this 
position the I wer chamber 154 is retracted to 
allow the bases 4 and trays 3 and meat to Index 
into this position. The low r chamber 154 is then 
closed by extending ram 1 57. The platens 1 61 and 

& 159 are retracted at this stage. Air is evacuated 



9 



EP 0 176 514 B1 



10 



through the air evacuation openings 233 In both 
the upper and lower chambers 152 and 154. After 
the air is being evacuated, gas is introduced via 
the gas flushing member 201 so that It leaves the 
passageway means 207 and passes Into the bases 
4 and trays 3 between the upper lip of the bases 4 
end the webs of material 1. Thus, air which is 
exhausted through the air evacuation openings 
233 is replaced by a gas such as 80% O2 and 20% 
COa- After a sufficient time to allow for the base 4 
and tray 3 to be filled with this gas, ^e platens 
161 and 159 are lowered The lowermost surface 
of the blade 213 then coritacts the upper surface 
of the material 1 of the lid 2 and causes It to 
engage with tfie upper surface of the lip of the 
base 4 on the neoprene sheet 21 1 . The gas supply 
to the gas passages 207 is then stopped. Con* , 
tinued downward movement of the platens 161. 
and 159 causes the lower platen 159 to engage 
witfi the, upper surface of the material 1 of the lid 2 
and to effect hermetic heat sealing of the lid 2 to 
tiie base 4. Thus the gas is hermatically sealed 
vwthin the package. The platens 161 and 169 are 
then retracted and the lower chamber 154 is also 
retracted. The package is then indexed out of the 
gas flushing and sealing station 125. In this 
condition, the package Is Integrally connected 
wth the web of material 111 from which the 
bases 4 are made. 

After the packages are Indexed out of the gas 
flushing and sealing station 125, they pass into 
the separating station 133 where the packages are 
separated from the web of material from which 
the bases 4 are made by the knife 135 and by a 
slitting knife (not shown). 

Appropriate hydraulic and/or pneumatic dr- 
curtr^ and appropriate electronic circuitry is pro- 
vided to effect the necessary Indexing and oper- 
ation of various rams and knifes and operation of 
air evacuation and gas flushing. The design of 
these items is considered within the skill of any 
addressee familiar with the art of packaging 
madilnes generally. Accordingly It ha^ hot been 
disclosed herein as it does not form any part of 
the inventive concepts. 

The packages so produced will provide for a 
generally long shelf life of the packaged meat 

It should also be appreciated that because the 
gas which is trapped within the base 4 and the lid 

2 is totally available for drculating within the 
package by reason of the openings 17 in the 
peripheral lip of the tray 3 and by reason of the 
openings 18 in the bottom comers of the tray 3, 
that a relatively smaller pack can be provided than 
with other types of packages where for example 
there is no drculation of gas which may be 
trapped in the spaces 33 and 35 between the tray 

3 and the base 4. Thus, substantially more pro- 
duct can be packed in any given space. Desirably 
the packs are made suffidentiy large as to 
accommodate desired weights of meat 

It should be appredated that because the 'gas 
which is introduced into the package 1 is under a 
dight pressure relative to atmosphere, that the 
package 1 is Initially inflated somewhat and bows 



. slightly outwardly. This enables tiie package to 
have a substantially outwardly directed forced 
supplied to the packaging materials of the lid 1 
and the base 4 and this generally inhibits easy 
B rupturing of the lid 2 or the base 4 material. It 
should also be appreciated tiiat the tray 3 is not 
attached in any way to the lid 2 or the base 4. It 
merely rests between the lid 2 and the base 4. 
The openings 18 in the bottom corners of the 
10 trays 3 also allow the trays 3 to easily drop into 
- the bases 4, as such openings allow air under the 
trays 3 to readily escape during the insertion 
process. It has been found that if the openings are 
not present then the air trapped between the trays 
IS 3 and the bases 4 can cause upwardly directed 
forces to be applied to the trays 3 during the 
Insertion process and such forces can cause the 
trays 3 to skew slightiy within the bases and 
completely upset the operation of the packaging 
20 madilne. 

If the packaging is to contain fresh vegetables it 
is desirable that ^e outer covering, i.e. the lid 2 
and the preform base 4, be of a material that will 
allow any CO2 which may generate within the 
25 package to escape and allow Oa to permeate into 
the package to replace the CO2 which escapes. 
Accordingly, It is desirable for the outer covering 
material to be made of polyethylene or like 
plastics material v^lch will permit this to occur. 
30 ft should also be appredated, that some pro- 
ducts to be packaged, such as fish or poultry, v^ll 
absorb CQ2 from the gas after packaging. With the 
present apparatus and packaging, it Is possible to 
over inflate the padage to a desired amount 
ss Initially, so that when tiie COa is absorbed, the 
final volume of the package will be the required 
• volume. If the outer packaging material has 
NYLON as one of the web materials, then i^IYLON 
has a memory, and thus the natural shrinkage 
40 which occurs because of this memory when the 
outer packaging material reduces in volume 
because of the absorbtion of some of the gas Into 
the product, can be equated to this memory 
shrinkage so that the outer packaging material 
4? will not be slack or even worse, shrunk to a 
degree that collapses and ruptures the package. 
This permits the outer packaging to be In a 
condition virhich inhibits total collapse or ruptur- 
ing whidi may otherwise occur if It were not 
BO compensated for. Thus, with the present pack- 
aging it can contain 100% CO2 K desired witiwut 
any real packaging problems occuring. 
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aalms 

1. An Improved packaging method for produo- 
ing an air evacuated and dedred gas filled pack- 
age, said method comprising: providing a cup 
shaped depression in a web (111) of package 
material t provide a packaging base (4), provid- 
ing a product in said depression, providing a 
cover (2) for said base (4), providing a gas 
flushing member (201) between the cover (2) and 
the base (4) and sealing said cov r (2) and said 
bas (4) together, dosing an air evacuation 
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chamber (152, 154) over the components and the 
gas flushing member (201) so that it maices a 
substantially airtight seal with said one face and 
said opposite face, evacuating air from said air 
evacuation chamber (152, 154) so that air within 
said depression will be evacuated, expelling 
desired gas from said gas passageway means 
(2(J7) so that It discharges between said cover (2) 
and said base (4) and can enter said depression, 
and sealing the cover (2) to said base (4) around 
the edge surfaces of said depression to provide 
said air evacuated and desired gas filled package, 
characterised in that the gas flushing member 
1201) Is plate like and has an opening (203) 
therethrough; In that said cover (2) is passed 
through said opening (203) so that it extends from 
one face of the gas flushing member (201) 
through said opening (203), to the opposite face 
of the gas flushing member (201) and over said 
deprcssionr said gas flushing member (201) 
having gas passageway means (207) therein 
which tenminate with said opening (203). In the 
region where said cover (2) passes through said 
opening (203) from said one face. 

2. A method as claimed In Mm 1, charac- 
terised in that said web (111) In which said 
depression is formed Is elongate and there Is 
provided a step of forming a plurality of 
depressions along the length thereof. 

3. A method as claimed in claim 2, charac- 
terised in that the gas passageway means (207) 
terminate at a side of said opening (203) which Is 
between adjacent depres^ons and closest to the 
next depression to be sealed in said web (111). 

4. A method as claimed in either claim 2 or 
claim 3, characterised by the step of separating 
said air evacuated and desired gas filled package 
from said web (111) after seaHng of said cover 
thereto. 

5. A method as claimed in any one of the 
preceding claims, characterised in that a platen 
(159) is provided within said air evacuation 
chamber (152, 154) and in that said platen (159) is 
moved towands said cover' (2) after the desired 
gas has been expelled, to dose said cover (2) over 
said depression to effect sealing of said cover (2) 
to said base (4). 

6. A method as claimed Jn dalm 5, charac- 
terised in that said platen (159) Is heated to effect 
heat sealing of said cover (2) to said base (4). 

7. A method as claimed In dairn 6, charac- 
terised in that the portion of said cover (2) which 
is adjacent said one surface of said gas flushing 
member (201 ) is pushed against said edge surface 
of said depression with a member (213) which is 
cooler than said platen (159) prior to causing said 
platen (159) to touch said cover (2) and then 
effecting said heat sealing of said cover (2) to said 
base (4), ^ 

8. A method as daimed in any one of the 
preceding daims, characterised in that a tray (3) is 
provided In said depression and said product is 
provided In said tray (3). 

9. A metiiod as daimed in daim 8, charac- 
terised In that said product Is placed in said tray 



(3) at a tray loading station (121) and the loaded 
tray (3) is then placed in said depression. 

10. Apparatus for producing packaging com- 
prising a gas flushing and sealing station (125), , 

5 means (154) for recehnng a base with a product 
therein, a cover (2) tiierefor, said gas flushing and 
sealing station (125) including a first chamber part 
(152) and a second chamber part (154) which 
together define an air evacuation chamber, said 

w second chamber part (154) being for receiving 
said bases (4) with said product therein, said first 
chamber part (152) and said second chamber part 
(154) b^ng, in use, closeable onto a gas flushing 
member (201), characterised In that said gas 

IS flushing member (201) Is plate like and has one 
face and an opposite face with an opening (203) 
therethrough, through which said cover (2) can 
pass to extend over said base (4), said gas 
flushing member (201) having gas passageway 

20 means (207) therein which terminate with said 
opening (203) in the region where, in use, said 
cover (2) passes through said opening (203) from 
said one face, and in tiiat said first chamber part 
(152) has sealing means (159) therein for effecting 

2$ sealing of said cover (2) to said base (4). 

11. Apparatus as daimed In daim 10, charac- 
terised in that said sealing means (1 59) is a platen 
(159) which is, in use, connectible with heating 
means whereby said platen (1 59) can be heated to 

30 effect heat sealing of said cover (2) to said base 
(4)« 

12. Apparatus as daimed in dalm 11, charac- 
terised In that said platen (159) carries a member 
(213) which extends forwardly of the pressing 

3S surface of said platen (159), said member (213) 
being mounted to push the portion of said cover 
(2) which ^ctends from said one face through said 
opening (203), against said edge surface of the 
depression, prior to said platen (159) pressing 

40 cover (2) against said base (4). 

13. Apparatus as daimed In daim 12, charac- 
terised in that said member (213) Is not directfy 
heated liy said heating means and Is therefore 
cooler than the pressing surface, of said platen 

■'45 (159). 

14. * Apparatus as claimed in dalm 13, charac- 
terised in that said platen (159) is in two parts 
(161,159) one part (159) induding the pressing 
face and being heated, said member (213) being 

so mounted to the other part (161). 

15. Apparatus as daimed in daim 14, charac- 
terised In that said ottier part (161) Is cooled by 
cooling means. 

ia Apparatus as daimed in either dalm 14 or 
ss daim 15, characterised in that said member (213) 
is mounted to said other part (161). 

17. Apparatus as claimed In any one of claims 
10 to 16, characterised in tiiat said first chamber 
part (152) and said second chamber part (154) 
S0 have air evacuati n means conn cted tiierewlth. 

Patentanspruche ( 

1. Verbessertes Verpackungsverfahren rur 
ss Erzeugung einer luftevakulerten und mit einem 
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gewunschten Gas gefullten V rpackung, w bel 
das Verfahren aufweist: SchafFen einertassenfSr- 
migen Vertiefung in einem Band (111) eines 
Verpackungsnnaterialis, urn einen Verpackungs- 
grundkorper (4) zu bilden, Einbringen eines Pro- 
duktes In die Vertiefung, Anordnen einer Abdek- 
kung (2) fQr den Grundkdrper (4), Vorsehen eines 
GaseinspQlteiles (201) zwischen der Abdeckung . 
(2) und dem Grunndkorper (4) und Abdlditen der 
Abdeckung (2) und des Grundkorpers W) anelnan- 
der, SchlieSen einer Luftevakuierungskammer 
{152, 154) uber den Teflen und dem GaseinspQI- 
teil (201), so daB sle im wesentlichen eine luft- 
dichte Abdichtung mit der einen Sette und der 
gegenQberliegenden Seite herstellt Evakuieren 
von l-uft aus der Luftevakuierungskammer 
(152,154), so daS die Luft innerhalb der Vertie- 
fung evakuiert wird, Verdrangen des gewunscli- 
ten Gases aus der Gaskanaleinrichtung (207),, so 
da& es zwischen der Abdeckung (2) und dem 
Grundkorper (4) austritt und in die Vertiefung 
eintreten kann, und Abdichten der Abdeckung (2) 
an dem Grundkorper (4) rund um die Kanten- 
flgchen der Vertiefung, um die Luftevakuierte und 
mlt dem gewOnschten Gas gefOllte Verpackung 
zu erhaltert, dadurch gekennzeichnet, da& das 
GaseinspQlteil (201) plattenfdrmig 1st und eIne 
Durchgangsoffnung (203) aufweist, daS die 
Abdeckung (2) durch die dffnung (203) hindurd)- 
gefQhrt ist, so daB sle sich von einer Seite des 
GaseinspQlteiles (201) durch die offnung (203) zur 
gegenuberiiegenden Seite des GaseinspQlteiles 
(201) und Qber die Vertiefung hinweg erstreckt, in 
dem GaseinspQlteil (201) eine Gaskapal- 
einrichtung (207) vorgesehen ist, die in der off- 
nung (203) in dem Bereich endet, in dem die 
Abdeckung (2) durch die offnung (203) von der 
einen Seite her hlndurchgeht 

2. Verfahren nach Anspruch 1, dadurch gekenr>- 
zelchnet, daB das Band (111), in dem die Vertie- 
fung ausgebfldet ist, langgestredct ist und daB ein 
Verfahrensschritt der Bildung einer Mehrzahl von 
Vertlefungen entlang der Linge (des Bandes) 
vorgesehen tsL 

3. Verfahren nach Anspruch 2, dadurch gekenn- 
zeichnetr daB die Gaskanaleinrichtung (207) an 
einer Sdte der offnung (203) eridet die zwischen 
benachbarten Vertiefungen und am nachsten zu 
der nachstfolgenden Vertiefung In dem Band 
(111) liegt, die abgedlchtet bzw, versiegeit werden 
soil. 

4. Verfahren nach Anspruch 2 oder 3, gekenn- 
zelchnet durch den Schritt der Trennung der Luft- 
evakuierten und mit dem gewQnschten Gas 
gefullten Verpackung von dem Band (111) nach 
dem Abdichten der Abdeckung an dieser. 

5. Verfahren nach einem der vorhergehenden 
Anspruche, dadurch gekennzeichnet, daB eine 
Platte (159) Innerhalb der Luftevatoul rungs- 
kammer (152, 154) vorgesehen ist und daB die 
Platte (159) zu der Abdeckung (2) bew gt wird, 
nachdem das gewQnschte Gas ausg bracht wor- 
den ist, um die Abdeckung (2) uber der Vertiefung 
zu schlieBen, um die Abdichtung der Abdeckung 
(2) an dem Grundk&rper (4) zu bevdrken. 
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6. Verfahren nach Anspruch 5, dadurch gekenn- 
zeichnet, daB die Platte (159) envfinmt 1st, um ein 
HeiBsiegeIn der Abdeckung (2) an dem Grund- 
korper (4) auszufuhnsn. 

e 7. Verfahren nach Anspruch 6, dadurch gekenn- 
zeichnet, daB der AbschnItt der Abdeckung (2), 
die benachbart zu der einen Oberflache des Gas- 
einspQlteiles (201) liegt gegen die KantenflSche 
' der Vertiefung mit einem Teil (213) gedrQckt wird, 

10 das kilter ist als die Platte (159), und zwar ehe die 
Platte (159) veranlaBt wird, die Abdeckung (2) zu 
berQhren, und anschlieBend das IHeiBversiegeln 
der Abdeckung (2) an dem Grundl^rper (4) aus- 
gefQhrt wird. 

15 8. Verfahren nach einem der vorhergehenden 
AnsprOche, dadurch gekennzeichnet, daB eine 
Scheie (3) In der Vertiefung vorgesehen ist und 
. das Produkt in der Scheie (3) aufgenommen wird. 

9. Verfahren nach Anspruch 8, dadurch gekenn- 
20 zeichnet, daB das Produkt in die Scheie (3) in einer 

Schalenbeschickungsstation (121) eingelegt wird 
und die beschickte Sdiale (3) anschlieBend In die 
Vertiefung eingesetzt wird. 

10. Einrichtung zur Erzeugung einer Verpak- 
25 kung, mit einer GaseinspQl- und Versiegelungs- 

station (125), einer Einrichtung (154) zur Auf- 
nahme eines Grundkorpers mlt einem Produkt In 
diesem, einer Abdeckung (2) dafQr, wobel die 
GaseinspQl- und Versiegelungsstation (125) einen 

30 . ersten Kammerteil (152) und einen zweiten 
Kammerteil (154) aufweist, die zusammen eine 
Luftevakulerung^mmer begrenzen, der zwehe 
Kammerteil (154) zur Aufnahme der GrundkSrper 
(4) mlt dem Produkt In diesen vorgesehen ist, der 

S5 erste Kammerteil (152) und der zwelte Kammer^ 
teil (154), in Gebrauch, euf einem GaselnspQIt^ 
(201 ) abschlieBbar sind, dadurch gekennzeichnet, 
daB das GaseinspQlteil (201) plattenformig ist und 
eine Seite und eine gegenQberiiegende Seite mit 

40 einer Durchgangsoffnung (203) aufweist, durch 
die die Abdeckung (2) hindurchtreten kann, um 
sich Qber den Grundkdrper (4) zu erstrecken, 
wobef in dem GaseinspQlteil (201 ) eine Gaskanal- 
einrichtung (207) vorgesehen ist, die in der 6ff- 

4ff nung (203) mQndet, in dem Bereich, in dem in 
Gebrauch die Abdedcung (2) durch die dffnung 
(203) von der einen Seite hindurchtritt, und daB 
das erste Kammerteil (102) eine Abdicht- bzw. 
Verslegelungselnrichtung (159) aufweist, um die 

so Abdeckung (2) an dem Grundkorper (4) abzudich- 
ten brw. zu versiegeln. 

11. Einrichtung nach Anspruch 10, dadurch 
gekennzeichnet, daB die Abdichteinrichtung (159) 
eine Platte (159) 1st die, bel Gebrauch, mit einer 

55 Heizeinrichtung verblndbar ist wodurch die Platte 
(159) erwSrmt werden kann, um ein HeiBsiegeIn 
der Abdeckung (2) an dem Grundkdrper (4) auszu- 

"fClhren. ^ . . 

12. Einrichtung nach Anspruch 11, dadurch 
60 gekennzeichnet daB di Platte (159) ein Teil (213) 

tragt das sich in Bezug auf die Druckflache der 
Platte (159) nach vome erstreckt und das Tell 
(213) befestigt ist, um den Ten der Abdeckung (2), 
der sich von der einen Seite durch die offnung 
& (203) erstreckt gegen die Kantenflache der Vertie- 
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fung zu drOcken, ehe die Platte (159) die Abdek- 
kung (2) gegen den Grundkorper (4) prefit 

13. Einrichtung nach Anspruch 12, dadurch 
gekennzelchnet, daB das TeH (213) nicht direkt 
durch die Heizeinrichtung erwSrmt wird und 
daher kOhler ist als die PreSfiache der Platte ( 1 59). 

14. Einrichtung nach Anspruch 13, dadurch 
gekennzelchnet, dafi die Platte (159) in zwet Teilen 
(161, 159) ausgebildet ist, wobei ein Tell (159) die 
PrefiflSche enthilt und erwSrmt wird und das Tail 
(213) an dem anderen Teil (161) befestigt ist 

15. Einrichtung nach Ansprudi 14, dadurch 
gekennzelchnet, daS der andere Teil (161) durch 
eine KQhlelnric^tung gekOhIt wird. 

16. Einrichtung nach Anspruch 14 oder 15, 
dadurch gekennzelchnet, daB das Tell (213) an 
dem anderen Tell (1 61 ) befestigt wird. 

17. Einrichtung nach einem der AnsprOche 10 
bis 16, dadurch gekennzeichnet, daB das erste 
Kammerteil (152) und das zweite Kammertell 
(154) eine mit diesen verbundene Luft- 
evakuierungseinrichtung aufwelsen. 

Revendications 

1. Proc6d6 perfectlonn6 de condltionnement 
destind h la formation d'un embailage dont Kair 
est 6vacu§ et qui est rempli d'un gaz voulu, le 
procM6 comprenant la formation d'une cavit^ en 
forme de cuvette dans unefeullle continue (111) 
d'un mst^riau d'embaliage afln qu'une base (4) 
d'emballage soitformdsr la disposition d'un pro- 
duH dans ia cavity, la disposition d'un couvercle 
(2) pour la base (4), la disposition d'un organe de 
balayage par un gaz (201) entre le couvercle (2) 0t 
la base (4), et le scellement du couvercle (2) et de . 
la base (4) i'un sur {'autre, la fermeture d'une 
chambre d'6vacuation d'air (152, 154) sur les dff- 
f^rents elements et I'organe de balayage par un 
gaz (201) afin qu'un joint pratiquement herm6ti- 
que soh forrn6 avec une premiere face et la face 
oppos6e, rdvacuation de I'air de la chambre 
d'ivacuation d'air (152, 154) afin que I'air present 
dans ia cavltd soit ivacu^, rejection du gaz voulu 
d'un passage de.gaz (207) afin qull passe entre le 
couvercle (2) et la base (4) et puisse pen^trer dans 
ia cavitir et le scellement du couverde (2) sur ia 
base (4) autour des surfaces du bord de la cavhi 
afin qu'un embailage dont I'air est gvacue et qui 
est rempil d'un gaz voulu soft fbrm6, caract6risi 
en ce que I'organe de balayage par un gaz (201) a 
une forme de plaque et a une ouverture (203) qui 
te traverse, en ce que le couvercle (2) passe par 
rouverture (203) afm qu'il soit dIspos6 de la 
premiere face de I'organe (201) de balayage par 
un gaz k I'ouverture (203), h la face oppos^ de 
I'organe de balayage par un gaz (201) et au- 
dessus de la cavlt6, I'organe de balayage par un 
gaz (201) ayant le passage de gaz (207) qui aboutit 
h I'ouverture (203) dans la region dans laquelle le 
couvercle (2) passe par I'ouverture (203) d partir 
de la premiire face. 

. 2. Proced§ selon la rev ndication 1, caractdris6 
n ce que la feuille continue (111) dans laquelle 
est form^e la cavftS est aliongSe, et il comp rte 



une dtape de formation de plusleurs cavltes ie 
long de la feuille. 

3. Procdd6 selon la revendication 2, caracterise 
en ce que le passage de gaz (207) aboutit d'un 

5 c6tB de I'ouverture (203) qui est compris entre des 
cavit^s adjacentes et qui est la plus proche de la 
cavit^ suivante qui doit §tre sceilee dans la feuille 
(111). 

4. Proced6 selon la revendication 2 ou 3, 
10 caract6ris6 par I'tope de separation de Tembal- 

lage, dont fair est dvacui et qui est rempli du gaz 
voulu, de la feuille (111) apr^ le scellement du 
couvercle sur lui. 

5. Proc6d6 selon I'une quelconque des revendi- 
16 cations prec6dentes, caract6ris6 en ce qu'un pla- 
teau (159) est dispose dans la chambre d'evacua- 
tion d'air (152, 154), et en ce que le plateau (159) . 
est d§plac6 vers le couvercle (2) apr&s que le gaz 
vouiu a ^ 6Ject4, afin que le couvercle (2) soit 

20 fermd sur la cavftd et assure le scellement du 
couvercle (2) sur la base (4). 

6. Proc§d6 selon la revendication 5, caractdris^ 
en ce que le plateau (159) est chauff§ afin que le 
couvercle (2) soit thermosoud§ sur la base (4). 

25 7. Proced6 selon la revendication 6, caracteris^ 
en ce que la partie du couvercle (2) qui est 
adjacente 6 la premlfere face de I'organe de 
balayage par un gaz (201) est pouss6e contre une 
surface de bord de cavftS avec un organe (213) qui 

30 est plus froid que le plateau (159) avant que le 
plateau (159) ne touche le couvercle (2), et le 
thermosoudage du couvercle (2) est alors r§alisd 
sur la base (4). 

8. Proc6d6 selon I'une quelconque des revendi- 

39 cations pr^cSdenteSr caractirisi en ce qu'une 
barquette (3) est disposes dans la ca\dt§, et le 
produH est dispos6 dans la barquette (3). 

9. Proc6d§ selon la revendication 8, caract6ris6 
en ce que le produit est plac6 dans la barquette (3) 

40 hurx posts (121) de chargement de barquettes, et 
la barquette charg^e (3) est alors placee dans la 

10. Appareil de condltionnement comprenant 
un poste de balayage par un gaz et de scellement 

.45 (125), un dispositff (154) destini h loger une base 
avec un produit h I'int6rieur, un couverde (2) 
destine h la base, le poste de balayage par un gaz 
et de scellement (125) comprenant une premifere 
partie de chambre (152) et une seconde partie de 

so chambre (154) qui delfmitent ensemble une 
chambre d'^vacuation d'air, la seconde partie de 
chambre (1 54) etant destin6e a loger les bases (4) 
contenant le produit h rint§rieur, la premiere 
partie de chambre (152) et la seconde partie de 

gs chambre (154) pouvant §tre ferm6es, pendant 
I'utilisation, sur un organe de balayage par un gaz 
• (201 L caract6ris6 en ce que I'organe de balayage 
par un gaz (201) est analogue h un plaque et a une 
premidre face et une few oppos6e, avec une 

60 ouverture (203) qui les traverse, permettant le 
passage du couverde (2) afm qull soit dispos6 
sur la base (4), I'organe de balayage par un gaz 
(201 ) ayant un passage (207) de drculation de gaz 
qui aboutit d tadite ouverture (203) dans la r'glon 

66 dans laquelle, pendant I'utilisation, le couverde 
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(2) passe par I'ouverture (203) depuis la premiere 
face, et en ce qu la premiere parti de chambre 
(152) a un dlspositif d'6tancheite (159) plac6 a 
nnt^rieur et destine a assurer le scellement du 
couvercie (2) sur la base (4). 

11. Appareil selon la revendication 10, caract6- 
ris6 en ce que le diapositif de scellement (159) est 
un plateau {159J qui, pendant I'utilisation, est 
destini h §tre raccordi h un disposWf de chauf- 
fage, afin que le plateau (159) putsse §tre chauffe 
et pulsse assurer le thermosoudage du couvercie 
(2) sur la base (4). 

12, Appareil selon la revendlcation 11, carao- 
terise en ce que le plateau (159) porte un organe 
(213) qui dipasse en avant de la surface de 
pression du plateau (159), I'organe (213) §tant 
mont6 de maniere qui! repousse la partie du 
couvercie (2) qui depasse de la premiere face 
dans I'ouverture (203), contre la surface du bord 
de la cavite, avant que la plateau (159) ne 
repousse le couvercie (2) contre la base (4). 
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13. Appareil selon la revendlcation 12, carac* 
tirise en ce que ledit organe (213) n'est pas 
chauff6 dlrectement par le disposttff de chauffage 
et est done plus froid que la surface de pression 

5 du plateau (159). 

14. Appareil selon la revendlcation 13, carac- 
t^rlse en ce que le plateau (159) est en deux 
parties (161, 159), une premiere partie (159) ayant 
la face de pression et itant chauff^e, ledit organe 

10 (213) 6tant mont6 sur-l'autre partie (161). 

15. Appareil selon la revendlcation 14, caract6- 
ris6 en ce que I'autre partie (161) est refroidie par 
un dispositif de refroidissement 

16. Appareil selon la revendlcation 14 ou 15,. 
75 caracterls6 en ce que ledIt organe (213) est mont6 

sur I'autre partie (161). 

17. Appareil selon Tune quelconque des reven- 
dications 10 d 16, caractdrisi en ce que la pre- 
miere partie de chambre (152) et la seconde partie 

20 de chambre (154) ont un dIsposWf d'dvaeuation 
d'air qui leur est raccord6. 
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